IN THE CLAIMS : 

The following list replaces all prior versions, and all prior lists, of claims in the 
application: 
Listing of Claims : 

1 . (Currently Amended) A friction stir welding method, characterized in 
thatco mprising : 

abutting an end portion in the width direction of a first hollow shape member is 
abutted against an end portion in the width direction of a second hollow shape 
member[[;]L 

wherein the first hollow shape member comprises two face plates; a first 
connecting plate for connecting the two plates, at least one end of which is 
connected to a region other than said end portion; a second connecting plate for 
connecting said end portions of said face plates that is disposed substantially 
orthogonal to said face plates; recessed portions formed respectively to connecting 
portions where said two face plates of said first hollow shape member are each 
connected with said second connecting plate, each recessed portion opening 
outward toward both the width direction and the thickness direction of the hollow 
shape member; a groove or projection formed to one recessed portion; and a groove 
or projection formed to the other recessed portion[[;]], 

wherein the second hollow shape member comprises two face plates[[;]], a 
first connecting plate for connecting the two face plates of the second hollow shape 

* 1 • " at IPRSt ono end of whirh k connected tn q mr]\nn othnr thqn c^ n iH onH 
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face plate at said end portion of said se con d hollow shape member; and a projection 
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or groove formed to the other face plate at said end portion of said second hollow 
shape member!!;!!, 

and wherein said projections are each inserted to a corresponding groove, 
respectively, when said two first and second hollow shape members are abutted 
against each other, at which- time one hollow shape-member is inserted to the other 
hollow shape member so as to substantially suppress movement of said hollow 
shape member in the thickness direction; and 

disposing a rotary tool is disposed -on tbean extension of plate thickness of 
said second connecting plate, thereby friction stir welding said abutted region from 
thean outer direction of thickness of said hollow shape members. 

2. (Original) A friction stir welding method according to claim 1, wherein 
said friction stir welding is performed to weld said abutted region, and said grooves 
and said projections, respectively. 

3. -4. (Cancelled) 

5. (Currently Amended) A friction stir welding method according to 
claim [[4]]33, wherein said qroove recessed portion and said projection isare 
disposed within the range of diameter of a small-diameter portion of said rotary tool 
being inserted to said hollow-shape members plates upon performing the friction stir 

weldino 
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6. (Currently Amended) A friction stir welding method according to claim 
533, wherein the central axis of said rotary tool is disposed within the range of depth 
of said qroove recessed portion upon performing the friction stir welding. 

7. -8. (Cancelled) 

9. (Currently Amended) A friction stir welding method, characterized in 
that comprisinq : 

abutting an end portion in the width direction of a first hollow shape member is 
abutted against an end portion in the width direction of a second hollow shape 
member^;]], 

wherein said first hollow shape member comprises two face plates, said two 
face plates each having either a groove opening toward the width direction or a 
projection protruding toward the width direction, formed at one width-direction-end of 
said first hollow shape member^;]], 

wherein said second hollow shape member comprises two face plates, said 
two face plates each having either a projection protruding toward the width direction 
or a groove opening toward the width direction, formed at one width-direction-end of 
said second hollow shape member[[;]j , and 

wherein said projections are each inserted to a corresponding groove, 
respectively, when said two hollow shape members are abutted against each other; 

qnri 

rr:c:t!o: 1 vveKJiny - ; 

shape members where th ey ab ut each other to weld said abutted regions, and said 
grooves and said projections. 
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10. (Currently Amended) A friction stir welding method according to claim 9, 
wherein said groove and said projection is are disposed within thea range of diameter 
of a small-diameter portion of saida rotary tool being inserted to said first and second 
hollow shape member members upon performing the friction stir welding. 

11. (Currently Amended) A friction stir welding method according to claim 
10, wherein the central axis of said rotary tool is disposed within thea range of depth 
of said groove upon performing the friction stir welding. 

12. (Currently Amended) A friction stir welding method according to 
claim 9, wherein the central axis of said rotary tool is disposed within tbea range of 
depth of said groove upon performing the friction stir welding. 

13. -24 (Cancelled) 

25. (New) A friction stir welding method according to claim 1 , 
wherein each recessed portion includes a protruded block, and 

wherein the protruded blocks support respective face plates of the second 
hollow shape member. 

26. (New) A friction stir welding method according to claim 1 , 

wherein 9qi<i qpmnr] hollow ^hqpe member doe^ not hq\/e q r>onnertinn plate 

^Dstantiaiiv orthogonal K; :r*u twu Tact; plates o: tnt- secern: nonov. snapt. 'ncjmDc. 
at said end portion thereof. 
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27. (New) A friction stir welding method according to claim 1 , 

wherein said abutting, end surfaces of the face plates are disposed 
substantially on an extension of the center line of the thickness of the second 
connecting plate. 

28. (New) A friction stir welding method according to claim 1 , 

wherein thickness of the face plates of the first hollow shape member is 
greater at the abutted portions of the first hollow shape member to the second hollow 
shape member than at other portions thereof. 

29. (New) A friction stir welding method according to claim 1 , 

wherein in said disposing said rotary tool, the central axis of the rotary tool is 
positioned on an extension of plate thickness of the second connecting plate. 

30. (New) A friction stir welding method according to claim 1 , 

wherein the rotary tool includes a small-diameter portion and a large-diameter 
portion, the small-diameter portion extending beyond the large-diameter portion, and 

wherein the rotary tool is disposed such that the small-diameter portion is 
inserted to a depth beyond the bottom surface of the recessed portion. 

31 . (New) A friction stir welding method according to claim 1 , 

wherein the rnt^rv tool is disposed such th^t dwrina thp frirtinn Qtir wnldinn 

r-oioctions :r< ■ oiasticizec: 
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32. (New) A friction stir welding method according to claim 25, 

wherein the rotary tool is disposed such that during the friction stir welding, 
each protruded block is plasticized. 

33. (New) A friction stir welding method, comprising: 

abutting an end portion in the width direction of a first plate against an end 
portion in the width direction of a second plate, 

the first plate including one end having a recessed portion opened outward 
toward both the width direction and the thickness direction of the first plate, and 

the second plate including one end having a projection protruding outward to 
the width direction of said plate, 

said projection of said second plate being inserted to said recessed portion of 
the first plate when performing said abutting; and 

disposing a rotary tool so as to perform friction stir welding at the abutting end 
portions of the first and second plates by inserting the rotary tool at the abutting end 
portions from the outer direction of thickness of the first and second plates, the rotary 
tool being inserted such at a small-diameter portion of the rotary tool extends beyond 
a bottom surface of the recessed portion. 

34. (New) A friction stir welding method according to claim 33, 

wherein the first plate further has a groove portion opening outwardly in the 

width direction of thp first nlatp s^jr) q ronvP nortinn onpninn into thp rpppqqpd 

:rtio;\ jnc 

wherein said projection is inserted to said groove portion when performing 

said abutting. 
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35. (New) A friction stir welding method according to claim 34, 

wherein both said groove portion and said projection have trapezoidal shapes. 

36. (New) A friction stir welding method, comprising: 

abutting an end portion in the width direction of a first plate against an end 
portion in the width direction of a second plate, 

the first plate including one end having a groove portion opening outward 
toward the width direction of the first plate, and 

the second plate including one end having a projection protruding outward in 
the width direction of said second plate, 

said projection of said second plate being inserted to said groove portion of 
the first plate when performing the abutting; and 

disposing a rotary tool so as to perform friction stir welding at the abutting end 
portions of the first and second plates by inserting the rotary tool at the abutting end 
portions from the outer direction of thickness of the first and second plates. 

37. (New) A friction stir welding method according to claim 36, 

wherein one of the first plate and the second plate further includes a recessed 
portion opening both outwardly in the width direction and upwardly in the thickness 
direction, the groove portion being positioned in the recessed portion where the first 
plate includes the recessed portion, and the projection being positioned in the 

-r^oeenr* nnrtinn '-vhorn thn QnronH pl.^fo \nr]\ )r\&^ tho rprpqc;prj portion 
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38. (New) A friction stir welding method according to claim 37, 

wherein the other of the first and second plates, other than said one of the first 
and second plates, does not have a recessed portion, and said other of the first and 
second plates is positioned in said recessed portion during said abutting. 

39. (New) A friction stir welding method according to claim 37, 

wherein said rotary tool is inserted to a depth beyond a depth of the lower 
surface of the recessed portion. 

40. (New) A friction stir welding method according to claim 36, 

wherein both said groove portion and said projection have trapezoidal shapes. 
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